D4T3- 664- 203TRN 


ВАЗА“ 


Расе | 


Mori Seiki СМС Lathe Large 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio FA166 


2-Turn first side as per Folio FA166 


FOLIO REV 


3- File transition A smooth. 


: DWG REV 


110 ОСІ- Inspect 


f Item ID: Accept *Nonnnan 1 nn* аи Start *N с 1 * 
+1 Revision ID: I | ë 
Item Name:  Crosstube Turning Detail Stop ж N S 2 * 
. Start Date: 07/06/2012 Start Qty: 1.00 1 Сиѕ Item ID: £g Ё 
` Required Date: 21/06/2012 -Req'd Qty: 1.00 *43 * ` Customer: — 
беген: 
АЕ зле; zi EL а c s Е «+ Run ` Start, 4 * 
Approvals: Process Plan: SMI pate: [2/0 (o/ 0 Tooting: E Date: | E N R 1 
Sto 
QC: o Фа: _ SPC (Y/N): Date: : RE *N R2* 
Sequence | ID/ p LE Operation E USE ITE Set Up/ Tool ID Tool# Plan ` Accept Reject . Reject Е Insp.. Е 
Work Center ID Description Run Hours Code оу S - Qut _ Number Stamp ` 
Draw Nbr Revision Nbr u | К 
D412-664-243 Rev E(DEO) | d 
100 0.00 . 
* 1 n n* MORI SEIKI CNC LATHE LARGE ( š 
Mori Seiki Memo 0.00 Dem УУ POR ER MS 


dimensions to dimension sheet 0.00 
* 11 Г\* . 
QC ` Memo 0.00 


Quality Control Z 4S Uo 


Dart Aerospace Ltd | wie, 
W/O: WORK ORDER CHANGES 


Approval 
| DATE | | STEP | PROCEDURECHANGE = CHANGE x PROCEDURECHANGE =| By | ome ay Chief Eng / 7 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 


Resolution: Disposition: : | QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


ето Corrective Action- "Section B ` 

Description of NC УО Approval | Approval 

DATE | STEP Section A ЕМ & УО С Chief Eng | QC Inspector | 
ЕМ е 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Work Order ID 85388 
June-07-12 9:25:55 AM 


D412-664-203TRN 


*QE2Q9% 


Accept 


Page 2 


Item ID: *NOOOO0A01 Q0* Setup Start FAIS 1 * 
Revision ID: | у ` 
Item Name: Crosstube Turning Detail Stop Ж N S 2 * 
Start Date: 07/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 21/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
mM e w 7 - mn Inm Run Start x * | 
Approvals: Process Plan: mE Date: Tooling: NEN Date: _ u N R 1 i 
Sto 

QC: 00 _ Date: 5РС (Y/N): ° __ Date: Е P *NR2* 
Sequence ID — 7 Operation | I Set Up/ Tool ID Tool# Plan Accept | Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp | 
120 0.00 
*42(* MORI SEIKI CNC LATHE LARGE ( ГА 
Mori Seiki Memo 0.00 7 | 


Mori Seiki СМС Lathe Large 
2- File transition lines smooth. 
3- Remove sand and plugs 


1-Turn second side as per Folio FA166 


4-Scribe part # ang,batch # using vibrating stilus 
FOLIO REV: 


DWG REV: гај 
130 QC1- Inspect dimensions to dimension sheet 
*1an* 
QC Memo 
Quality Control 
140 QC8- Inspect parts - second check 
*1A0* 
QC Memo 


Quality Control 


0.00 


( 


0.00 


0.00 


aml 
I2/o6/ig 


отт). 


PTD eal 


0.00 


7 рев 


"WORK ORDER CHANGES 1 


Approval |, ай 
PROCEDURE CHANGE By Chief Eng / 


DATE | STEP 


Part No: | РАВ #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: _ ` Disposition: ` : QA: N/C Closed: Date: í 


| m : Corrective Action Section B 2 
Description of NC - а 
DATE | STEP ihe gis A Initial Action Description Sign & : 
1 | Chief Eng . Chief Eng Ў Date . 


d 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


A б m СЕД Ls 


DQA: Date: \ © б 


NCR: Yes / No. WORK ORDER NON-CONFORMANCE / UPDATE 


Work Order: (5% $ $ 


QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Prod. Eng. Coor. Engineering 


Part No. yz bod- 2077 ON Machining Small Fab Rec/Store/Packaging Quality 
Thermoforming Finishing Supplier 
NCR No. ud \5 X ) Work Order Update] | Large Fab Composite Other 


Root Description of work order update Initial Action 
Cause Date | Step 25 or Non-conformance Chief Eng Description 


n C alo оц 21 120 PART бол© IMSPECTED PER Qs- E 
с НСО qii |с Сер. 
m KE Go. Реид боге 

OW УАТ) ПИКЕ ro 

READ IG Y QA) Ёар тобат 

SHEET: TE Db fit ipeo 

ALE от OF Кс 491 

берара” ө? 


мума Ч 15 
SS rrr ——— A 


c^ RAW Impr 


Landing Gear Hardware General 
al Bending Passes Below Min Breaking = Burrs a в Set-up 
| Centre Not Concentric to O/S Missing B Contamination Bü Mislabeled Supplier 
м Cracks Size/Length : E Cut Too Short m Off-Set Temperature/Cure 
II Crushed/Crimp at Bending Spinning m Documentation/Data ë Orientation Misread, Weld 
|| Inspection Strip in Tube Threading E Finish N Out of Calibration Wrong Stock Pulled 
= Other Wrong ya Inspection Incomplete Ш Out of Sequence 
n Positioned Wrong Drill Holes Nm Inspection Unqualified м Outside Dimensions Е Other 
m Ripples on Inner Bend м Misaligned Е Instructions Incomplete/Unclear || Over/Under tolerance 
| м Torque Waves in Extrusion B Ovalized NE Jigs/Fixtures/Tooling B Part Lost 
RS Turning Sequence и Over/Undersized m Kit Incorrect и Part Moved 


Е Raw Material 


и Wave/Twist in Tube || Тоо Мапу 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev Е 


| |Kit Missing 


puli 


a”, 


* ы 


m =o 2. ЗЕЕ L BE Ss Sean's 


Work Order ID 85388 
June-07-12 9:25:55 AM 


Item ID: D412-664-203TRN 


_ *А5З88* 


Accept 


№ onnn4n4 AN* see зан яд _ 


"" *NS2* 


Run Start *NR1* 


Stop 


pe *NR2* 


Reject Insp. 
Number Stamp 


Plan | Accept ~ Reject 
Code Qty Qty 


— — m2 -12-6-29 


Revision ID: 

Item Name: Crosstube Turning Detail 

Start Date: 07/06/2012 Start Qty: 1.00 "4% Cust Item ID: 
Required Date: 21/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

Approvals: Process Plan:  _ soo, Tooling: _ ç . _ Date: TaT 

QC: E SPC (Y/N): к Date: 

Sequence ID/ Е Operation - Е I B Set Up/ i _ Tool ID Tool # 
Work Center ID Description | Run Hours 

145 ' 0.00 

*4 AF3 

Crosstubes Memo 0.00 

Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WA Y. 

150 Crosstubes Chemical Conversion 0.00 

*4R0* | 

HandFXtube 0.00 

Hand Finishing Crosstubes 

160 0.00 

*16n0* | 

QC 0.06 


Quality Control 


BM M rm 


Dart "т детозраоо Ltd 


WORK ORDER CHANGES 


ee РЕНА 
QC Inspector 


Part No: _ PAR #: Fault Category: | NCR: Yes No DQA: _ 3 Date: 


Resolution: Disposition: : | QA: N/C Closed: Date: 


corrective Aeneon = eed - Verification | Approvai | Approval 
initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


ki 


Work Order ID 85388 
June-07-12 9:25:55 AM 


Item ID: D412-664-203TRN 


Accept 


Quality Control 


Revision ID: 
Item Name: Crosstube Turning Detail 
Start Date: 07/06/2012 Start Qty: 1.00 cod ied 
Required Date: 21/06/2012 Req'd Qty: 1.00 *4 * 
Reference: 
Approvals: Process Plan: =ç Date: _ Tooling: 
| ОС: _ "RM Date: SPC (Y/N): 
Sequence ID/ Operation dix: Set Up/ - (A= 
Work Center ID Description Run Hours 
170 0.00 
* 4 7 n * Packaging 
Packaging Memo 0.00 
Packaging Identify and stock in kanban rack 
| Location: Z. (25 
180 QC21- Final Inspection - Work Order Release . 0.00 
*1820* 
QC Memo 0.00 


 *RRARA* 
*Nonnnantnn* 


Cust Item ID: 
Customer: 


Setup Start жм 
so *NS2* 


Run Start *NI R 4 * 


Code 


^ ToolID ~ : Tool # Pla — 


Stop 
* * 
МР2 
Accept _ Reject Reject Insp. 
Qty Qty Number Stamp 


jz- - 2> 


Dart Aerospace Ltd 


| WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` ` QA: М/С Closed: Date: 


mr. Corrective Action . Section B ge i 
Description of NC - Verification | Approval | Approval 
DATE | STEP Section A Sign & Section C Chief Eng QC inspector 
Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


ПРЕ NER n n eS "DEAS IM |o» 2: X, a eei 1 


E y 


^ Picklist Print 
June-07-12 9:25:58 AM 


ы ee mnc Lo queo Be = Р yva E А E š - : ma wes rm — 
¿Work Order ID: 85388 *Qn2388* š [ 


Parent Item: D412-664-203TRN *nD4 1 2-6 64-2 ОЗТР М * 


Parent item Name: — Crosstube Turning Detail 


Start Date: 07/06/2012 Required Date: 21/06/2012 
Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:A 08-03-06 new issue DD verified by:eec 
IPP Rev В 08.04.02 Removed polish EC verified by: DD 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty оп Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
; as, D6009-129 Manufactured No 120 Each 23.0000 1 1 


**Danno-129* ** 


2 Crosstube Material d (pcc Dan 


Location Loc Qty Loc Code 
LG 23 


T d = = um C 


Dart Aerospace Ltd | Аб 


WORK ORDER CHANGES | 


10: NEUE 
Approval | Approval 
DATE |STEP PROCEDURE CHANGE Qty | ChietEng/ | GP | 
Prod Mar nspector 


š > 
. 


Part No: PAR i: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action 


ti SENT | 
= serion E - Verification | Approval | Approval 
initia! Sign & Section C Chief Eng QC Inspector 
Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


DART AEROSPACE LTD Work Order:| 45286 | 
И j] 

Description: Crosstube Assembly (412 High Aft : Part Number: D412-664-243 
Н 

Inspection Dwg: 0412-664-243 Rev: Е GG Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article ` [| Prototype | 
, Method of 


Actual 
Dimension Inspection 


Fe] — | [ий [|с 
2 
| 


Inspection Sheet 
2.684 +0.005/-0.000 


© 2.748 +0.005/-0.000 -7 


S 
NEN 


+0.005/-0.000 | L- ZKE | i Lb | 
*0.005/-0.000 O22 | l1 | | 
+0.005/-0.000 | 5. [64 | 
*0.005/-0.000 ID 


< +0.005/-0.000 
ul 
a 
o po 
Po 
27 _6 | ^ 200] 
wooo [U7 | Z | [ven [алса | 
аА 
2684 __ | +0.005/-0.000 | ЗС " | [vera |cWc-O$ | 
L 274 X +0.008/-0.000 | 2.744) Z] ^ | 3) [| . 
2 - $6 cp | lo. 
2.621 —< | | | j 
— $405 — +000500015026 | — | | | | 
af 349 (057000 2.([2€| 7 | | | у J 
Š +0.008/-0.000 Яя 5^5 | | |] [| j] 
©| — 2618 *005/000 2 b IAN 7 | | OU |  ^— | 
0.200 +/-0.010 — vr O |cc-05 
R0.063 +/-0.010 KL 
0.500 +/-0.010 0 
vern | сло 


- $00 
4.971 +/-0.030 
124100 | «000 [2:100] x 


tape [66-2 


Prototype Approval: N/A 


| Date | g 
04.06.16 | New Issue P/O D412-664-203 KJ/JLM 
0 


| 
6.03.09 | Dwg Rev updated | KJ/JLM | O 
07.05.08 | Tolerance updated for dimension 4.971 KJ/JLM „| ny |] 


10.02.02 | Dimension 124.100 was 124.09 к) adh] NN 


DART AEROSPACE LTD 


— — READING"1 
— —- READING 2 
— — READING 3 


READING 1 
L= 0" 


READING 2 


L= 92 


bul 
© 
= 
a 
it 
x 
| 


WALL THICKNESS MEASUREMENT (IN 


READING 3 
40 


READING 4 
L= 


Work Order: 


WALL THICKNESS MEASUREMENT 


(BEADING 5 


READING 6 


Deviation 


TOLERANCE 


0.073” 


READING 7 
L= 


—Ü (N 
Measured by: es by: 


, Date: /2-6-20 


РА 1 04.06.16 | 
A | 04.06.16 
06.03.09 


| В | | 

07.05:08 | Tolerance updated for dimension 4.971 
| D [10.02.02 | Dimension 124.100 was 124.09 
| E | 12:06.04 | Wall thickness form added 


HAFORMS Quality Assurance\approved QA\ FAIxtube Rev C 


Calibration Result 
Actual Block Thickness: 422-$60 


Sitescan 250 Measured Thickness: 2 22-50 


es ee d 
D412-664-243 CROSSTUBE ASSEMBLY (412 HIGH AFT) 


| р D6009-129 CROSSTUBE 


D3595-063-570 RUBBER CUSHION 
D2896-1 SUPPORT 


D3189-1 


D2856-600- 1009 ABRASION STRIP 
ен 


MS21920-28 
MS21920-30 CLAMP (OR MS21920-32 


ROCKWELL SPECIFICATION RBO-120-023 ADHESIVE 
i (TEXTRON/BELL SPEC. 299-947-100, TYPE Il, CLASS 2 
ADHESIVE 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 124.100+0 .020 (BEFORE BENDING/TRIMMING) 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 
PAINT OUTSIDE PER DART QSI 005 4.2 

TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER ^D412-664-243" AND BATCH NUMBER ON INSIDE OF 
CUFF USING VIBRATING STYLUS. b 
WEIGHT: 47.0 lbs (PER IIN-D212-664) 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
BEND PROGRESSI VEL Y WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO 
BENDING IS 6*6 BASED ON O.D. . 
LIQUID РЕМЕТВАМТ INSPECT OUTSIDE SURFACE OF CROSSTUBE PER 051 038. 
INSTALL D2896-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 
INSTALL MS2 1920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO SECURE THE 
02896-1. SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF 
CROSSTUBE SUPPORT. 
INSTALL D2856-600-1008 ABRASION STRIPS WITH A 0.13 REF GAP ON BOTTOM SIDE OF 
CROSSTUBE PER 051035. 
EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, 
NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. - 
CIRCUMFERENTIAL GRIND MARKS АВЕ UNACCEPTABLE. 
TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 

] THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 

WORK ORDER 


© DEO ATTACHED 


MELEASE 
11 29 ~10- 28 


REFORMAT/REVISE GENERAL NOTES; 

REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS; RELOCATED FLAG #6 PER 
PAR 08-046 (ZN Аб-3); ADD TOLERANCE (ZN B6-3, C4-3, 
C8-3 & C5-3); MOVED TURNING DETAIL & UPDATED 
TOLERANCE TO SHEET 4. 


REMOVE 02732-0658, CHANGE TO 03595-063-570 


REMOVE D2856-600-1087, ADD D2732-058 & 
MAGNOBOND 6398, MS21920-32 WAS MS21920-30 


ADD HOLES FOR COMPATABILITY WITH BHT/AA 
SKIOTUBES 


NEW ISSUE 


09.09.30 


07.03.09 
06.10.27 


01.10.17 


DESCRIPTION 
DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA - 
DRAWING NO. REV. E 


МЕС. АРРА. | № — |D412-664-243 SHEET 1 OF 4 
farproveo | 2⁄7 — Scale 
[DEAPPR. | 4  |CROSSTUBE ASSEMBLY (412 HI AFT) NTS 


COPYRIGHT © 2001 BY DART AEROSPACE LTD 
PATE 09.09.30 "Dp IS PRENTE ang COT ma MN ED з тне р сн: ROTOR THA 
.09. Кр рну сн Оса СЕ САН 


D2896-1 SUPPORT 
D3595-063-570 RUBBER CUSHION, 2X 


ED MS21920-30 CLAMP, 2X 
D2856-600-1009 ABRASION STRIP 


D3189-1 CHAFING SHIELD (1, INSTALLED OVER ABRASION STRIP) 


MS21920-28 CLAMP, 2X 


D412-664-603 
BENT TUBE 


¢ 


SYM 


D212-664-243 
ASSEMBLY DETAIL 


EF» 


APPLY MAGNOBOND 
BETWEEN D2896-1 AND 


Ei @ DEO ATTACHED 


02896-1 


SUPPORT | P ELEASE 


zu 2009 ш 
[165 


MS21920-28 CLAMP 
REF 


03595-063-570 
RUBBER CUSHION 
UNDER CLAMP, REF 


DART AEROSPACE LTD 


CLAMP, REF SECTION А-А c; HAWKESBURY, ONTARIO, CANADA 
SCALE 4X - REV. Е 
№  |0412-664-243 SHEET 2 OF 4 


SECTION B-B ps2 | 4 lime SCALE 
SCALE AK : = |CROSSTUBE ASSEMBLY (412 HI AFT) NTs 
DATE COPYRIGHT © 2001 BY DART AEROSPACE LTD 
09.09.30 О тя 
а 


31.96" (812mm) 
TO END OF R102.0 BEND 
ALONG CENTERLINE 


13.26" REF 
(337mm) 


16.78" (426mm) 


ALONG CENTERLINE 


OF R30.0 BEND 


R102.022.0 


В30.0+2.0 
| © 


SY! 


53.72+0.13 
55.03+0.13 £N ÁN 


20.386235; HOLE TO BE 
ALIGNED WITHIN 10.001 
OF HOLE ON OTHER SIDE 
OF CUFF 

2PL 


съз VIEW О-О: CUFF DETAIL 


SCALE 4X 


110.06+0.25 


D412-664-243TRN 


0.386005 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 


D412-664-603 
BENDING AND DRILLING DETAIL 


0.450355 


SECTION C-C ps3 
SCALE 4X 


© DRO ATACHED 


fec D 
м? 


резон — (| ## | DART AEROSPACE LTD 
DRAWN HAWKESBURY, ONTARIO, CANADA 
Гонок | 47 —]onawane no’ REV. E 
МЕС. appr. | AS |0412-664-243 SHEET 3 OF 4 


[DeaPPR. | = |CROSSTUBE ASSEMBLY (412 HI AFT) мтѕ 


COPYRIGHT © 2001 BY DART AEROSPACE LTD 
DATE 09.09.30 тив DOCUMENT IS PRIVATE AsO COMTDENTAL AND IS SUPPLIED ON THE EXPRESS DOMIN THAT (T I5 
.09. АМИ 
АА 


SEE DETAIL E R100.0 TRANSITION BETWEEN R100.0 TRANSITION BETWEEN 9530 


TAPERED SECTIONS TAPERED SECTIONS 


u. о о 
ш о б 
© © © © ° © e x о 28 
8 8 |3 S Š ё 5 8] 8 € 0.625 WALL S за 
sS 6/8 E © $ © © | ¢ BP STOCK, REF 8 а 
E a (D к D о = © © d © o ® 
8 2] š е 8 8 S8 Zi š © 2.990*9.005 a 
8 2 3/ 2 = Š P: © sl s 3.500 | | a -0.000 
S т = | ri STOCK, REF 
M — L T A —LÉ——— | — ER ——  -—— 0.200 E 
m = PCS PESOS RA Pe Le ee - Ж LN 
Lor eT —— —— eet ee wa gb eet в nn. Deren ИЕ, о 
\ === T 30* X 0.500 DEEP 
2.018085 = V С [S> CHAMFER 
Ë £ 
268090 [^ SYM 
2.748005 
-0.000 е 
ы SEE DETAIL F 
` ы. 0.000 A24 
3.1632 005 
3.3082 955 SEE DETAIL G 
34293905 — ATA 


TAPER UNIFORMLY FROM 
[S> 3429 085 THROUGH TO 3500/5995 — 
RUNNING OFF PART 


DETAIL E: 
CROSSTUBE CUEF ps, 
SCALE 5X 


D412-664-243TRN 
TURNING DETAIL 


k. 


b. 
26180055 REF j СЕ) ATTACHED 
ЕБЕ гысы xcu 3.429 0005 3.500 PPS — 3526 {04% 


DETAIL F: RE LEASE 
TAPER RUN-OFF с, 2009 ko 
NOT TO SCALE 


esc | fH] 


COCHE БАЛИ ЧАЯ DART. AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


DETAIL G: [CHECKED — | 4? ` |oRAWINGNO. REV. E 
| CUFF TRANSITION c24 [МҒС. АРРК. | [K |0412-664-243 SHEET 4 OF 4 
SCALE 10X 


[APPROVED | 2 nme 
Hit 
ОЕ АРРА |= |CROSSTUBE ASSEMBLY (412 HI AFT) 


DATE COPYRIGHT ©2001 BY DART AEROSPACE LTD 
09.09.30 


SCALE, 
NTS 


TAS DOCUMENT $ PRIVATE ANO CONFIDENTIAL ANO t$ SUPPLIED ON THE EXPRESS CONDITION THAT ITIS 
NOT TO BE USE FOR ANY PURPOSE OR COPIED OH COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PORMZSION FROM DART AEROSPACE LTO. 


DRAWING NO. TITLE REV. E| DART AEROSPACE LTD [око.мо. SHEET NO. SCALE 
0412-664-243 || CROSSTUBE ASSEMBLY (412 HIAFT)| _ ENGINEERING ORDER D412-664-243-E-1 SHEET 1 OF 2 © NIS 
DATE — 11.03.31 pae _ wm.) doae os st ме 7/225] 


PURPOSE: 
REMOVED ABRASION STRIP IN FAVOR OF A THIN LAYER OF PROSEAL 890. 


CHANGE: 


PARTS LIST iS AMENDED AS FOLLOWS: 


NOTES 2 AND 14, SHEET 1 ARE AMENDED AS FOLLOWS: 


IS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 
MASK UNDERSIDE OF CROSSTUBE AS SHOWN (HATCHED AREA) 
PAINT OUTSIDE PER DART 031 005 4.2 


AFTER PAINTING, APPLY CLEAR COAT ON HATCHED AREA A " 
Q > P A 
14) APPLY A THIN COAT OF PROSEAL 890 ON INSIDE CONCAVE SURFACE OF D3189-1 “p & 


CHAFING SHIELD AND LET CURE PER MANUFACTURER'S INSTRUCTIONS. INSTALL 
PROSEALED D3189-1 CHAFING SHIELD ONTO CROSSTUBE BY APPLYING A THIN COAT OF 
PROSEAL 890 ONTO CROSSTUBE. BE SURE TO ELIMINATE ANY AIR GAPS. 


WAS: 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 


PAINT OUTSIDE PER DART QSI 005 4.2 


14) INSTALL D2856-600-1009 ABRASION STRIPS WITH A 0.13 REF GAP ON BOTTOM SIDE OF 
CROSSTUBE PER QSI 035. 


COPYRIGHT © 2011 BY DART AEROSPACE LTD ` ` 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND (5 SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM OART AEROSPACE LTO. 


DRAWN 


DATE —— 11.03.31 | DATE 1.223 


D.E.O. NO. SHEET NO. SCALE 
D412-664-243- sal SHEET 2 OF 2 ) NTS 


IS: 
— 


D2856-600-1009 ABRASION STRIP 
0318971 CHAFING SHIELD (1; о D3189-1 CHAFING SHIELD (1, INSTALLED OVER ABRASION STRIP) 
x MS21920-28 CLAMP, 2X 
2PL 2 PL 


0412-664-603 LT N 
N 
BENT TUBE N 


NAAN 


ГЕ 


D3189-1 
REF 


D412-664-243 
ASSEMBLY DETAIL 


MASK AREA PRIOR TO PAINTING AND 
APPLY CLEAR COAT AFTER PAINTING 


| 
| 
| 
| 


CS ХХ А (3 


SYM 
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DRAWING NO. TITLE REV. E DART AEROSPACE LTD рео. м. ` SHEET NO. 
0412-664-243 | CROSSTUBE ASS'Y (412 HI AFT) ENGINEERING ORDER _ | D412-664-243-E-2 SHEET 1 OF 1 
ч q? — [ocs Дуб [wee ZZ — eov AM ‘ioe aren - 
РАТЕ — 11.09.07 pa s 2 79 — [Е 101.7 [oe 07-9 | 


PURPOSE: 
REPLACE MAGNOBOND WITH 3M DP460 SCOTCH-WELD EPOXY ADHESIVE 


CHANGE: 


[a ы шу a a аЬ ЕРНАТ 
SCOTCH-WELD DP460 EPOXY ADHESIVE, 3M SCOTCH-WELD 


e eee ee 
ROCKWELL SPECIFICATION RBO-120-023 


ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE II, CLASS 2 ADHESIVE 


NOTE 12 & 16, SHEET 1 15 AMENDED AS FOLLOWS: 
iS: 


12) INSTALL D2896-1 CENTER SUPPORT USING A 0.04" TO 0.07" THICK LAYER OF SCOTCH-WELD DP460 
PER QS! 015. LET CURE FOR 24 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


16) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER ADHESIVE HAS CURED FOR 24 HOURS. . 


WAS: 


12) INSTALL D2896-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF D2896-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


16) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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wall thickness Straghtness | Rockwell LOCATION 
measured w/vern at 12" Reading on tube 


[seminar | эз» | osmos | oor | тайеваз" | ossi" | osar 


Еч 
ss 
ws 
Lame | ! 
[se | 
Е 
Е 
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0.618" 


М/А 

" 
wasis 
wap ww | wa | 
pu 
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G;w—— 
G; 
;w—— ом 
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TOTAL DIA 
LENGTH two readings 
"J3. 0.616"/0.630" 


pru тийе ваз" | овал" 


0.625"/0.615" 
0.633"/0.613" 0.008" 


0.637" 


0.640" 


| m 
;—s 
 ə—ui=i=—s 
;w—n 
тез | овал" | oen] 

sen" | osar 
ws 


s m 
w ч = [=S 
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3.491"/3.494" 0.620"/0.618" 
129.00" 3.493"/3.501" 0.625"/0.628" 


PART # D6009-129 P/O 14138 BATCH # B69801 
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